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MANAGING METHOD AND MANAGING work remains . By using the job group which requires a short 
DEVICE OF AN ELECTRONIC COMPONENT period of time for the mounting work , it is possible to finely 

MOUNTING SYSTEM HAVING A adjust the production finish time of the production line . For 
PLURALITY OF PRODUCTION LINES this reason , the managing method disclosed in the present 

description can uniformize the production finish time 
TECHNICAL FIELD between the plurality of production lines . 

A managing device disclosed in the present description is 
The present description relates to a managing method and employed in an electronic component mounting system 

a managing device of an electronic component mounting having a plurality of production lines . The managing device 
system having a plurality of production lines . 10 disclosed in the present description includes an allocating 

device which preferentially allocates a job group having the 
BACKGROUND ART latest scheduled finish time among the plurality of job 

groups , to one of the plurality of production lines . When the 
An electronic component mounting system having a plu allocating device preferentially allocates a job group which 

rality of production lines is managed by a production order 15 has a late scheduled finish time , that is , which requires a long 
plan for allocating each job group of a plurality of job groups period of time for the mounting work , to the production line , 
to a production line where the corresponding job group is as the allocating work proceeds , the job group which 
performed requires a short period of time for the mounting work 
PTL 1 discloses a managing method for giving top remains . The allocating device can finely adjust the produc 

priority information to a specific job group based on expe- 20 tion finish time of the production line by using the job group 
rience and know - how of a person who creates a production which requires a short period of time for the mounting work . 
order plan when allocating the job group having the same For this reason , the managing device disclosed in the present 
production due date to the production line . The managing description can uniformize the production finish time 
method preferentially allocates a job group to which the top between the plurality of production lines . 
priority information is given , to the production line . 

BRIEF DESCRIPTION OF DRAWINGS 
CITATION LIST 

FIG . 1 illustrates a configuration of an electronic compo 
Patent Literature nent mounting system . 

FIG . 2 illustrates a configuration of a managing device 
PTL 1 : JP - A - 2001-337712 provided in a host computer . 

FIG . 3 illustrates a flowchart according to a first allocating 
BRIEF SUMMARY method for creating production order plan data . 

FIG . 4 illustrates a table showing scheduled finish time 
Problem to be Solved 35 data created by the first allocating method . 

FIG . 5 illustrates an aspect in which the table of the 
Since the managing method of PTL 1 preferentially scheduled finish time data is updated . 

allocates the job group to which the top priority information FIG . 6 schematically illustrates an aspect of a production 
is given , the production order of a job group to which the top order of a plurality of job groups allocated to a plurality try 
priority information is not given becomes late . For this 40 of production lines . 
reason , there is a case where , a job group which requires a FIG . 7 illustrates a flowchart according to a second 
long period of time for mounting work among the job groups allocating method for creating the production order plan 
in which the production order is late remains . In this case , it data . 
is difficult to uniformize production finish time of the FIG . 8 illustrates a table showing scheduled finish time 
production line between a plurality of production lines . 45 data created by a second allocating method . 
Non - uniform production finish time between the plurality of 
production lines deteriorates production efficiency of an DESCRIPTION OF EMBODIMENTS 
electronic component mounting system . 

The present description is to provide a managing method An electronic component mounting system disclosed in 
and a managing device for uniformizing the production 50 the present description includes a plurality of production 
finish time between a plurality of production lines in an lines . Here , each of the production lines is configured to 
electronic component mounting system having the plurality transport a printed board , and to mount a plurality of 
of production lines . electronic components on the printed board . In general , each 

of the production lines may be provided with maunting 
Means for Solving the Problem 55 related machines , such as a solder printing machine , a 

plurality of electronic component mounting machines , a 
Amanaging method disclosed in the present description is board appearance inspection machine , and a reflow furnace . 

employed in an electronic component mounting device The type , the number , and the disposition order of the 
having a plurality of production lines . The managing method mounting - related machines which configure the production 
disclosed in the present description includes preferentially 60 line , may be the same between the plurality of production 
allocating a job group having the latest scheduled finish time lines , and may be different from each other . The type , the 
among a plurality of job groups , to one of the plurality of number , and the disposition order of the mounting - related 
production lines . When the job group which has a late machines which configure the production line , are important 
scheduled finish time , that is , which requires a long period in processing performance of work of mounting the plurality 
of time for the mounting work , is preferentially allocated to 65 of electronic components on the printed board by the pro 
the production line , as the allocating work proceeds , the job duction line . For this reason , when the type , the number , and 
group which requires a short period of time for the mounting the disposition order of the mounting - related machines 
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which configure the production line are different between the mounting work , it is possible to finely adjust the pro 
the plurality of production lines , the time required for the duction finish time of the production line . For this reason , 
mounting work of a job group varies depending on the the first managing method can uniformize the production 
processing performance of each production line . Here a job finish time between the plurality of production lines . In the 
is a command including a production condition regarding a 5 first managing method , the steps ( 1 ) to ( 3 ) may be repeated 
production item and a production number , and may include until all of the plurality of job groups are allocated . 
another production condition for example , production due In the step ( 1 ) of the first managing method , only the 
date ) as necessary . In addition , a job group is referred to as scheduled finish time regarding the production line which is 
a set of jobs including at least one job . For example , in a case previously allocated in the step ( 3 ) may be updated . Since a 
where the type of the electronic components mounted on 10 computation amount for calculating the scheduled finish 
each of the printed board which corresponds to the produc time is suppressed , the processing of the managing method 
tion item designated as a job “ A , " and the printed board is simplified 
which corresponds to the production item designated as a In a second managing method disclosed in the present 
job “ B , ” is generally common , if the mounting work of the description , the allocating may include ( 1 ) specifying the 
job “ A ” and the mounting work of the job “ B ” are executed 15 production line having the earliest scheduled start time 
together , it is possible to omit work ( referred to as a among the plurality of production lines , ( 2 ) specifying the 
preparatory work ) of setting the necessary electronic com scheduled finish time by the production line having the 
ponents in the electronic component mounting machines . earliest scheduled start time , with respect to each of unal 
The job “ A ” and the job “ B ” may be configured of a job located job groups among the plurality of job groups , and ( 3 ) 
group . 20 allocating the job group related to the latest scheduled finish 

The managing method disclosed , in the present descrip time among the scheduled finish time specified for each 
tion includes preferentially allocating a job group having the unallocated job group , to the production line . The second 
latest scheduled finish time among a plurality of job groups , managing method can specify the top priority production 
to one of the plurality of production lines . Preferably , the line which is common to all of the job groups by performing 
managing method disclosed in the present description 25 the step ( 1 ) . Furthermore , the second managing method can 
includes specifying the scheduled finish time of the job preferentially allocate the job group which requires a long 
group for each job group by the top priority production line , period of time for the mounting work to the top priority 
and allocating the job group related to the latest scheduled production line by performing the steps ( 2 ) and ( 3 ) . As a 
finish time among the scheduled finish time specified for result , as the allocating work proceeds , the jot ) group which 
each job group , to the top priority production line . Here , the 30 requires a short period of time for the mounting work 
top priority production line may be a production line remains . By using the job group which requires a short 
selected for each job group , and may be a selected produc period of time for the mounting work , it is possible to finely 
tion line , which is common to all of the job groups . For adjust the production finish time of the production line . For 
example , the top priority production line selected for each this reason , the second managing method can uniformize the 
job group may be a production line having the scheduled 35 production finish time between the plurality of production 
finish time earlier than that of any of other production lines lines in the second managing method , the steps ( 1 ) to ( 3 ) 
when the target job group is allocated to the production line . may be repeated until all of the plurality of job groups are 
The selected top priority production line which is common allocated . 
to all of the job groups may be a production line having the The managing device disclosed in the present description 
scheduled start time earlier than that of any of other pro- 40 includes an allocating device which preferentially allocates 
duction lines . The top priority production line varies each a job group having the latest scheduled finish time among 
time when one job group among the plurality of job groups the plurality of job groups , to one of the plurality of 
is allocated . For this reason , the managing method can production lines . Preferably , the allocating device of the 
prevent the job group from being allocated only in one managing device disclosed in the present description speci 
production line , and allocate the plurality of job groups with 45 fies the scheduled finish time of the job group for each job 
excellent balance between a plurality of production lines , by group by the top priority production line , and allocates the 
allocating the job group to the top priority production line . job group related to the latest scheduled finish time among 

In a first managing method disclosed in the present the scheduled finish time specified for each job group , to the 
description , the allocating may include ( 1 ) specifying the top priority production line . 
scheduled finish time with respect to all of the combinations 50 In a first managing device , disclosed in the present 
between unallocated job groups among the plurality of job description , the allocating device may include a first speci 
groups and the plurality of production lines , ( 2 ) specifying fication processing portion , a second specification process 
the earliest scheduled finish time from the scheduled finish ing portion , and a first allocation processing portion . The 
time specified for each production line , and the production first specification processing portion specifies a scheduled 
line thereof , with respect to each of the unallocated job 55 finish time with respect to all of the combinations between 
groups , and ( 3 ) allocating the job group related to the latest unallocated job groups among the plurality of job groups 
scheduled finish time among the earliest scheduled finish and the plurality of production lines . The second specifica 
time specified for each unallocated job group , to the pro tion processing portion specifies the earliest scheduled finish 
duction line . The first managing method can specify the top time from the scheduled finish time specified for each 
priority production line for each job group by performing 60 production line , and the production line thereof , with respect 
steps ( 1 ) and ( 2 ) . Furthermore , the first managing method to each of the unallocated job groups . The first allocation 
can preferentially allocate the job group which requires a processing portion allocates the job group related , to the 
long period of time for the mounting work to the top priority latest scheduled finish time among the earliest scheduled 
production line by performing the step ( 3 ) . As a result , as the finish time specified for each unallocated job group , to the 
allocating work proceeds , the job group which requires a 65 production line . Since the first managing device includes the 
short period of time for the mounting work remains . By first specification processing portion and the second speci 
using the job group which requires a short period of time for fication processing portion , it is possible to specify the top 
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priority production line for each job group . Furthermore , ing related machines include a solder printing machine , a 
since , the first managing device includes the first allocation plurality of electronic component mounting machines , a 
processing portion , it is possible to preferentially allocate board appearance inspection machine , and a reflow furnace . 
the job group which requires a long period of time for the The production line 2 transports the printed board along the 
mounting work to the top priority production line . As a transporting path , and mounts a plurality of electronic com 
result , as the allocating work proceeds , the job group which ponents on the printed board by using the mounting - related 
requires a short period of time for the mounting work machines . 
remains . By using the job group which requires a short The host computer 3 integrally controls the plurality of 
period of time for the mounting work , it is possible to finely production lines 2. One function of the host computer 3 is adjust the production finish time of the production line . For 10 performing the work of allocating the job group to any of the this reason , the first managing device , can uniformize the production lines 2. The allocating work is performed by an production finish time between the plurality of production allocating device provided in the host computer 3. As lines . illustrated in FIG . 2 , an allocating device 100 included in the In the first managing device , the allocating device may include a storage device which stores the scheduled finish 15 host computer 3 is provided with an input device 12 , a 
time with respect to the all the combinations between the display device 14 , and a managing device 20 . 
unallocated job groups among the plurality of job groups The input device 12 is a user interface , and for example , 
and the plurality of production lines . includes a mouse and a keyboard . The display device 14 

In the first managing device , the first specification pro includes a display , and displays a production order plan 
cessing portion may update only the scheduled finish time 20 shown by production order plan data which will be 
with respect to the production line which is previously described later on the display . An operator can correct the 
allocated by the first allocation processing portion . Since the production order plan displayed on the display of the display 
computation amount for calculating the scheduled finish device 14 via the input device 12 as necessary . 
time is suppressed , the processing speed of the managing The managing device 20 includes a processing device 21 
device becomes higher . 25 and a storage device 22. The processing device 21 includes 

In a second managing device disclosed in the present a central processing unit , and performs arithmetic process 
description , the allocating device may include a third speci ing with respect a plurality of types of data stored in the 
fication processing portion , a fourth specification processing storage device 22 along a predetermined program . The 
portion , and a second allocation processing portion . The processing device 21 includes a specification processing 
third specification processing portion specifies the produc- 30 portion and an allocation processing portion described 
tion line having the earliest scheduled start time among the within a range of the patent claims . 
plurality of production lines . The fourth specification pro The storage device 22 of the managing device 20 is 
cessing portion specifies the scheduled finish time by the configured be capable of storing job group data 23 , 
production line having the earliest scheduled start time with production program data 24 , part data 25 , production line 
respect to each of the unallocated job groups among the 35 performance data 26 , scheduled finish time data 27 , and 
plurality of job groups . The second allocation processing production order plan data 28 . 
portion allocates a job group related to the latest scheduled The job group data 23 is data including information 
finish time among the scheduled finish time specified ed for according to the production due date , the production item , 
each unallocated job group , to the production line . Since the and the production number . When the operator inputs the 
second managing device includes the third specification 40 information of the plurality of job groups which are sched 
processing portion , it is possible to specify the top priority uled to be produced to the managing device 20 via the input 
production line which is common to all of the job groups . device 12 , the job group data 23 is stored in the storage 
Furthermore , since the second managing device includes the device 22 . 
fourth specification processing portion and the second allo The production program data 24 is data including the 
cation processing portion , it is possible to preferentially 45 information according to the type and the number of the 
allocate , the job group which requires a long period of time plurality of electronic components to be mounted on the 
for the mounting work to the top priority production line . As printed board , and the position on the printed board on 
a result , as the allocating work proceeds , the job group which each of the plurality of electronic components are 
which requires a short period of time for the mounting work mounted , and the information is specified for each produc 
remains . By using the job group which requires a short 50 tion item . 
period of time for the mounting work , it is possible to finely The part data 25 is data including the information accord 
adjust the production finish time of the production line . For ing to an operation condition when the electronic component 
this reason , the second managing device can uniformize the mounting machines mount the electronic component , and 
production finish time between the plurality of production the information is specified for each type of the electronic 
lines . 55 components . 

The production line performance data 26 is data including 
Example the information according to the type , the number , and the 

disposition order of the mounting - related machines disposed 
As illustrated in FIG . 1 , an electronic component mount in the production line , and the information is specified for 

ing system 1 includes a plurality of production lines 2 and 60 each production line . 
a host computer 3 which can communicate with the plurality The scheduled finish time data 27 is data including the 
of production lines 2. The electronic component mounting information according to scheduled time at which the 
system 1 executes job groups by using the plurality of mounting work of the job group is finished when it is 
production lines 2 while observing the production due date . assumed that the job group is allocated to the production 
Each of the production lines 2 is provided with a plurality 65 line , and as will be described later , is data which is tempo 

of mounting - related machines which are disposed along a rarily computed when creating the production order plan 
transporting path of a printed board . The plurality of mount data 28 . 
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The production order plan data 28 is data including the processing device 21 can preferentially allocate the job 
information regarding the production line and the order in group having a long work time to the top priority production 
which the job group is performed . The production order plan line . 
data 28 is data created by the managing device 20. The Next , in step S15 , the processing device 21 re - computes 
managing device 20 creates ( or updates ) the production 5 the scheduled finish time for each job group in the produc 
order plan data 28 by performing a first allocating method tion line allocated in step S14 , and updates the scheduled 
and a second allocating method which will be described finish time . For example , as illustrated in FIG . 5 , a job group 
later . 2 is allocated to a production line b in step S14 . In this case , 

Hereinafter , an allocating method which is performed by the processing device 21 removes data regarding the job 
the managing device 20 when allocating the plurality of job 10 group 2 from the table of the scheduled finish time data 27 , 
groups having the same production due date to the produc re - computes the scheduled finish time of the job group other 

than the job group 2 in the production line b , and updates the tion line , will be described . The managing device 20 of the computed scheduled finish time . In this manner , by re example can selectively perform any one of the following 
first allocating method and the second allocating method , 15 allocated production line , the processing speed of the allo computing only the scheduled finish time with respect to the 
based on an instruction of the operator . In addition , as cating work is improved . 
another embodiment , the managing device 20 may be Next , in step S16 , the processing device 21 determines 
capable of performing only one of the first allocating method whether or not the allocation of all of the job groups is 
and the second allocating method . completed . When the allocation of all of the job groups is 
( First . Allocating Method ) 20 completed , the allocating work is finished . When the allo 

First , the first allocating method will be described . As cation of all of the job groups is not completed , the process 
illustrated in FIG . 3 , in step S11 , the processing device 21 of returns to step S12 . 
the managing device 20 creates the scheduled finish time As described above , by performing step S12 , the first 
data 27 based on the job group data 23 , the production allocating method can specify the top priority production 
program data 24 , the part data 25 , and the production line 25 line in which the mounting work can be completed earlier 
performance , data 26. In FIG . 4 , a table which shows the than other production line for each job group . By setting the 
scheduled finish time data 27 is illustrated as an example . top priority production line as a condition of an allocation 
The scheduled finish time data 27 created by the first target , the first allocating method can prevent the job group 
allocating method is data which describes the scheduled from being allocated only in one production line , and 
time at which the mounting work of the job group is finished 30 allocate the plurality of job groups between the plurality of 
with respect to the all of the combinations between the job production lines with excellent balance . Furthermore , by 
groups and the production lines , when it is assumed that the performing step S13 , the first allocating method can specify 
job group is allocated the production line . For example , the combination having the latest scheduled finish time 
when it is assumed that a job group 1 is allocated to a among the combinations between the specified job group 
production line 1 , the scheduled finish time is computed as 35 and the top priority production line . In step S14 , the first 
follows . First , the processing device 21 computes the work allocating method can preferentially allocate the combina 
time ( referred to as a cycle time ) which is required when the tion between the job group and the production line , which is 
mounting work designated by the job group 1 is executed by specified in this manner . In FIG . 6 , an aspect in which the 
the production line 1 , based on the job group data 23 , the plurality of job groups are allocated to the production line is 
production program data 24 , the part data 25 , and the 40 illustrated . The hatched arrows illustrate job groups in which 
production line performance data 26. Next , the processing the allocation is completed before the allocating method is 
device 21 adds the computed work time to the scheduled performed . The arrows not illustrated by hatching illustrate 
start time at which the production line 1 can start the the job groups allocated by the above - described allocating 
production , and computes a scheduled finish time T ( 1 , 1 ) . method . As illustrated in FIG . 6 , according to the above 
The processing device 21 creates the scheduled finish time 45 described allocating method , since the job groups having 
data 27 by performing the computation regarding the all of late scheduled finish time , that is , long work time , are 
the combinations between the job groups and the production preferentially allocated to the top priority production line , as 
lines . the allocating work proceeds , the job group having short 

Next , in step S12 , the processing device 21 sorts each of work time remains . By using the job group which requires 
the job groups in an order of early scheduled finish time 50 a short work time , it is possible to finely adjust the produc 
specified for each production line . Based on the result of tion finish time of the production line . For this reason , the 
sorting in order , the processing device 21 specifies the above - described allocating method can uniformize the pro 
earliest scheduled finish time and the production line thereof duction finish time between the plurality of production lines . 
with respect to each of the job groups . Accordingly , the ( Second Allocating Method ) 
processing device 21 can specify the top priority production 55 Next , a second allocating method will be described . As 
line for each job group . illustrated in FIG . 7 , in step S21 , the processing device 21 
Next , in step S13 , the processing device 21 sorts the of the managing device 20 sorts the scheduled finish time of 

earliest scheduled finish time specified for each job group in the plurality of production lines in order of being early . 
order of being late . Based on the result of sorting in order , Based on the result of sorting in order , the processing device 
the processing device 21 specifies the job group related to 60 21 specifies the production line having the earliest scheduled 
the latest scheduled finish time among the earliest scheduled start time among the plurality of production lines . Accord 
finish time specified for each job group and the production ingly , the processing device 21 can specify the top priority 
line thereof . production line , which is common to all of the job groups . 
Next , in step S14 , the processing device 21 allocates the Next , in step S22 , the processing device 21 creates the 

job group specified in step S13 and the production line 65 scheduled finish time data 27 in the production line specified 
thereof , and describes the job group and the production line in step S21 by using the job group data 23 , the production 
in the production order plan data 28. Accordingly , the program data 24 , the part data 25 , and the production line 
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performance data 26. In FIG . 8 , a table , which shows the 20 : MANAGING DEVICE 
scheduled finish time data 27 is illustrated as an example . 21 : PROCESSING DEVICE 
The scheduled finish time data 27 which is created by the 22 : STORAGE DEVICE 
second allocating method is data which describes the sched 23 : JOB GROUP DATA 
uled time at which the mounting work of the job group is 5 24 : PRODUCTION PROGRAM DATA 
finished with respect to the all of the combinations between 25 : PART DATA 
the job groups and the specified production lines , when it is 26 : PRODUCTION LINE PERFORMANCE DATA 
assumed that the job group is allocated to the production line 27 : SCHEDULED FINISH TIME DATA 
( in this example , a production line X ) . 28 : PRODUCTION ORDER PLAN DATA 
Next , in step S23 , the processing device 21 sorts the 10 100 : ALLOCATING DEVICE 

scheduled finish time specified for each job group in an order The invention claimed is : 
of being late . Based on the result of sorting in order , the 1. A managing method of an electronic component mount 
processing device 21 specifies the job group related to the ing system having a plurality of production lines , the method 
latest scheduled finish time among the scheduled finish time comprising : 
specified for each job group and the production line thereof . 15 calculating , by circuitry of a processing device coupled to 

Next , in step S24 , the processing device 21 allocates the a memory , scheduled finish times with respect to all 
job group specified in step S23 and the production line combinations between unallocated job groups among a 
thereof , and describes the job group and the production line plurality of job groups and the plurality of production 
in the production order plan data 28. Accordingly , the lines , the scheduled finish times being stored in the 
processing device 21 can preferentially allocate the job 20 memory ; 
group having a long work time to the top priority production sorting , by the circuitry of the processing device , the 
line . calculated scheduled finish times for each of the plu 
Next , in step S25 , the managing device 20 determines rality of production lines and for each of the unallo 

whether or not the allocation of all of the job groups is cated job groups ; 
completed . When the allocation of all of the job groups is 25 identifying , by the circuitry of the processing device , a top 
completed , the allocating work is finished . When the allo priority production line from the plurality of production 
cation of all of the job groups is not completed , the process lines based on the sorted scheduled finish times , the top 
returns to step S21 . priority production line having an earliest scheduled 
As described above , by performing step S21 , the second finish time ; 

allocating method can specify the top priority production 30 allocating , by the circuitry of the processing device , one 
line having the earliest scheduled start time . By setting the of the plurality of job groups related to a latest sched 
top priority production line as a condition of an allocation uled finish time among a table of earliest scheduled 
target , the second allocating method can prevent the job finish times sorted for the each of the unallocated job 
group from being allocated only in one production line , and groups , to the top priority production line ; 
allocate the plurality of job groups between the plurality of 35 controlling , by the circuitry of the processing device , the 
production lines with excellent balance . Furthermore , by top priority production line to transport a printed board 
performing steps S22 and S23 , the second allocating method and to mount at least one electronic component by at 
can specify the job group having the latest scheduled finish least one of a solder printing machine , a plurality of 
time in the specified top priority production line in step S24 , electronic component mounting machines , a board 
the second allocating method can preferentially allocate , the 40 appearance inspection machine , and a reflow furnace 
combination between the job group and the production line , corresponding to the one of the plurality of job groups 
which is specified in this manner . According to the second on the printed board ; 
allocating method , since the job groups having late sched re - calculating and updating , by the circuitry of the pro 
uled finish time , that is , long work time , are preferentially cessing device , the scheduled finish time of only the top 
allocated to the top priority production line , as the allocating 45 priority production line by removing data regarding the 
work proceeds , the job group having short work time allocated one of the plurality of job groups from the 
remains . By using the job group which requires a short work table of the earliest schedule finish times of the each of 
time , it is possible to finely adjust the production finish time the unallocated job groups ; and 
of the production line . For this reason , the second allocating repeating the calculating , the sorting , the identifying , the 
method can uniformize the production finish time between 50 allocating , the controlling , and the re - calculating until 
the plurality of production lines . all of the plurality of job groups are allocated . 

Technical elements described in the present description 2. A managing device of an electronic component mount 
and the drawings show technical usability as being alone or ing system having a plurality of production lines , the device 
in combination , and are not limited to the combination comprising : 
described in claims of the patent application . In addition , the 55 circuitry coupled to a memory and configured to 
technology illustrated as an example in the present descrip calculate scheduled finish times with respect to all 
tion or the drawings achieves plural purposes at the same combinations between unallocated job groups 
time , and has the technical usability by achieving any one of among a plurality of job groups and the plurality of 
the purposes . production lines , the scheduled finish times being 

stored in the memory ; 
REFERENCE SIGNS LIST sort the calculated scheduled finish times for each of 

the plurality of production lines and for each of the 
1 : ELECTRONIC COMPONENT MOUNTING SYSTEM unallocated job groups ; 
2 : PRODUCTION LINE identify a top priority production line from the plurality 
3 : HOST COMPUTER of production lines based on the sorted scheduled 
12 : INPUT DEVICE finish times , the top priority production line having 
14 : DISPLAY DEVICE an earliest scheduled finish time ; 

60 

65 
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allocate one of the plurality of job groups related to a between unallocated job groups among a plurality of 
latest scheduled finish time among a table of earliest job groups and the plurality of production lines ; 
scheduled finish times sorted for the each of the sorting , by the circuitry of the processing device , the 
unallocated job groups , to the top priority production calculated scheduled finish times for each of the plu 
line ; rality of production lines and for each of the unallo 

control the top priority production line to transport a cated job groups ; 
printed board and to mount at least one electronic identifying , by the circuitry of the processing device , a top 
component by at least one of a solder printing priority production line from the plurality of production 
machine , a plurality of electronic component mount lines based on the sorted scheduled start times , the top 
ing machines , a board appearance inspection 10 priority production line having an earliest scheduled 

start time ; machine , and a reflow furnace corresponding to the 
one of the plurality of job groups on the printed allocating , by the circuitry of the processing device , one 
board ; of the plurality of job groups related to a latest sched 

re - calculate and update the scheduled finish time of uled finish time among a table of earliest scheduled 
only the top priority production line by removing 15 finish times sorted for the each of the unallocated job 
data regarding the allocated one of the plurality of groups , to the top priority production line ; 
job groups from the table of the earliest schedule controlling , by the circuitry of the processing device , the 
finish times of the each of the unallocated job top priority production line to transport a printed board 

and to mount at least one electronic component by at 
repeat the calculating , sorting , identifying , allocating , 20 least one of a solder printing machine , a plurality of 

controlling , and re - calculating until all of the plural electronic component mounting machines , a board 
ity of job groups are allocated . appearance inspection machine , and a reflow furnace 

3. The managing device according to claim 2 , wherein the corresponding to the one of the plurality of job groups 
memory further stores the table of the earliest schedule on the printed board ; 
finish times of the each of the unallocated job groups . re - calculating and updating , by the circuitry of the pro 

4. The managing method according to claim 1 , wherein cessing device , the scheduled finish time and the sched 
the memory further stores the table of the earliest schedule uled start time of only the top priority production line 
finish times of the each of the unallocated job groups . by removing data regarding the allocated one of the 

5. A managing method of an electronic component mount plurality of job groups from the table of the earliest 
ing system having a plurality of production lines , the method 30 schedule finish times of the each of the unallocated job 
comprising : 

sorting , by circuitry of a processing device coupled to a repeating the calculating , the sorting , the identifying , the 
memory , scheduled start times for each of the plurality allocating , the controlling , and the re - calculating until 
of production lines and for each of the unallocated job all of the plurality of job groups are allocated . 
groups , the scheduled start times being stored in the 35 6. The managing method according to claim 5 , wherein 
memory ; the memory further stores the table of the earliest schedule 

finish times of the each of the unallocated job groups . calculating , by the circuitry of the processing device , 
scheduled finish times with respect to all combinations 

groups ; and 

25 

groups ; and 


